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with ENC) tips, the maximum error appears at the K T coefficient if 

= - 5°, The maximum error of the adimensional correction coefficients 
is smaller than that of the "n" exponent, The value of the nondimensional 
correction coefficients of the speed can be computed with an admissible 
error, c) Influence of feed and cutting depth on the speed; formulae 
for optimum economic speeds: Starting with the cutting speed formula: 

Cc 
mye ge (4), 

in which Vp is the optimum cutting speed for an economical hardness T of 
the tool, m/min; +t is the cutting depth, mm; s is the tool feed, mm/rev; 
C is the constant in function of the machined material 3 x and y are the 
exponents in function of the machined material; K is the overall 
correction coefficient of the speed, which has the following shape: 


K = K,, Ky, K3, Ky, » Ky Ky ’ Ky ’ Kees; We Ko Ky > (5) 
in which Ke » Ka, Kay, Kye Kyy, Ky are the geometrical correction co- 


efficients‘in function of the angles Yh, A, Ay, XX, A K, is the 
Card 4/9 correction coefficient in function of the mechanical characteristics of we 
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the machined material; Ky is the correction coefficient in function 

of the used cooling system; K- is the correction coefficient in function 
of the sharpening mode of the tip; Ky is the correction coefficient in 
function of the homogeneity of the strata; Kp is the correction coefficient 
in function of the economical hardness of the lathe tool; and K_ is the 
correction coefficient in function of the tip material; the authors 
establish the following formulae at the interval t = 0.1 - 3 mm ands = 


0.1 - 0,8 mm/rev: 8.4 
Vv = Se (7) 
60 40-15 0-3 


for "OL-60" steel machined with S)tip; 


77.2 
Vv = 5 (8), 
60 40-32 0-43 


for "OL-70" Steel machined with S, tip; 


93.1 
Vv = (9), 
60 40-17 ge? 


for "OL-60"steel machined with ENC, tip; and 4 
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60 40.30 got 


for "OL-70" steel machined with ENC, tip. To facilitate the calculations, 
the formulae (Nr 7, 8, 9, 10) can be represented by nomograms [Ref 3]. The 
optimum cutting speed of ENC, tips are lower than of S, tips, A comparing 
nomogram concerning only the feed is represented by (rieure 9). d) In- 
fluence of the cutting parameters on the effective power, Formulae for 
the determination of the machining power: Based on a general formila which 
comprises the influence of the different parameters of the optimum cutting 
conditions: 

N x ee at ve (11), 


in which N is the effective cutting power, kw; Cy is the constant, in 
funetion of the machined material and other parameters comprised in the 
overall correction coefficient K; +t is the cutting depth, mm; s is the 
tool feed, mm/rev; v is the machining speed, m/mm; x,, y}, 2 are the 
exponents in function of the machined material, the Sihors have determined 
the following formlae of the consumed effective cutting power; 


Card 6/9 N = 0,0384 t°°87 9-73, (12) 


(10) 
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in case of "OL-60" steel machined with 8, tip; 
0.89 0.68 

N = 0.0452 t s v, (13), 
in case of "OL-70" steel machined with S, tip; 

N = 0.0387 +°:93 0-96 y (14), 
in case of "OL-60" steel machined with os tip; and 

) 

N = 0,0387 +2789 0-34 (15), 
in case of "OL-70" steel machined with ENC, tip, A comparing of the 
consumed effective power in case of the machining of the same steel but 
with different tips, is presented by (Figure 10), All tips (Sy and ENC, ) 
had a wear of: bay 0,4 mm, Inserting the expressions of the optimum 
speeds given by the relations (Nr 7, 8, 9, 10) into the formulae of the 
effective power (Nr 12, 13, 14, 15), the authors have obtained the ex- 
pressions of the effective power in case of' machining with the optimum 
speed vV¢o: = 

Nvgy = 3.78 3°39 ete (16), 

Card 7/9 in case of "OL-60" steel machined with S, tip; He 
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2 0,70 .0,76 _ 
Ng = 3.58 89°70 4067 | Qn, 


in case of "0OL-60" steel machined with ENC, tip; 

Ng = 3.49 B22 49.57 | (18) 
in case of "OL-70" steel machined with S, tip; and 
= 2.96 80°97 49-59. (19), 


Ney 
in case of "OL-70" steel machined with ENC, tip. In case of using nomo- 
grams, the respective Ky speed correction coefficients have to be used 
if not all conditions are matched, Following the presented results based 
on approximately 4,000 experimental determinations made with two types of 
steel, the authors have drawn the following sonclusions on the behavior of 
mineral ceramic tips, compared with steel tips: The hardness variation 
curves in function of the speed or cutting depth show the same behavior 
with both types of tips. The hardness variation law in function of the 
cutting speed keeps the same shape independently from the type of tip used, 
The general formulae (Nr 4 and 11) of the op:sdimum cutting speed and of the 

Card 8/9 consumed effective power of steel tips can aiso be extended upon the mineral 
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ceramic tips because of their properties, but can be reduced by choosing 

a respective variation of the cutting parameters, Optimum working con- 
ditions with immediate practical use can be established for both types of 
tips, The wear of "ENC," mineral ceramic tips, increases faster than that 
of "Ss," steel tips, which leads to a reduction of the accuracy during long 
time machining, Based on this article the authors conclude that tools with 
steel tips could at least partially be replaced by tools with mineral 
ceramic tips. 

There are; 14 graphs, 3 tables and 9 references, 4 of which are Rumanian, 
3 Russian and 2 French, 
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STUDTT ST CERCETART OS ECHAW'CA APLTCATA, Academia Republicii Fopulare Romine 
Bucuresti, Rumania 
Vol. 10, no.3, 1959 


Monthly List of East Iuropean Accessions (ZEAI) 1C., Vol. 3, no.l, Jan. 1960 
Uncl. 
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Constrictiilor de Masins si Ascciatia Stiintifica a Inginerilor “4 “echnicien- 
{lor din Rominia) Pucuresti, Rumania 

Vol.J1, no.1O Oet, 1959 

Monthly list of East Eurcpean Accessions (EFAT) LC Vol, %, no.2 Feb. 1960 


Unel. 
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AUTHORS ; Popov, Mihail, Paul, Lecturer, Engineer, Candidate of Technical 
Sciences, Chief of Laboratory; Deciu, Eug., Engineer, Researcher ; 


——. 


Mitricad, Ilie, Engineer, Researcher 
TITLE: Use of Metal-Ceramic Tips in Lathe Work 
PERIODICAL: Metaiurgia si Constructia de Masini, 1960, Ne. 9. pp. 796 - 801 


TEXT: Subject article deals with metal-ceramic tips and presents some in- 
vestigations conducted in many countries. Brief reference is made to the compos! - 
tion of metal-ceramic tips, their grinding and fastening to the shank, Isayev, 
Zorev and Kuchma (Ref. 1) have presented various possibilities of fastening me"al- 
-ceramic tips to the tool shank, The Rumanian INCERC nas develored a metal-ceramic 
tip named ENC, which revealed good results. Exveriments with ENC) tips regarding 


a 


tne optimum geometric elements, the best machinirg conditions. etc, have been con- 
ducted in the Laboratory of the Institutul de Mecanicad Aplicata “Traian Vuia" iTn- 
stitute of Applied Mechanics "Traian Vula")of the Academia R.P.R. ( Rumanian Acad - 
emy), in cooperation with Engineer M. Caleiu. ne experiments have been conducted 
on "OL 60" and "OL 70" steels (STAS 500-49) in accordance with methods used at 
SRR Y, tipped tools. The results have peen presented in two previous papers (Refs. 
Card 1/3 
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5 and 6). Subject article contains a part of the conclusions being of immediate 
importance to those who work with such tips. Tne plastic and elastic deformatiors 
occuring in the detaching zone of the shavings ars very favorable. Tus, the same 
optimum geometry has been obtained with the ENC, tip having a hardness of HR. = 65 - 
- 74 as with carbide tipped tools, when machining the same steel. The point of the 
tool was r#0.5, The deviations from the optimum values of the cutting edge 
angles should not exceed 1°, Because of the initial shape oF the ENC, tips, ea- 


periments with an end clearance % = 45° could be accomplianed. Regarding the op- 
timum machining conditions, a greater dispersion of results could be established 
with ENC, tips than with carbide tip. The economic cutting speed can be computed: 
vy = =n K (2) 

in which Vp = economic speed for 4 durability of T, in m/mm; = cutting depth in 
mm; s = feed in mm/rev; K = tha overall correction factors. “he useful power con- 
sumed can be computed with the formula N = Co +*1 5¥l y2 (kw), (3). The results 
obtained in machining "OL 60" and "OL 70" steels with ENC, tips are slightly belcew 
the results obtained with S) and J. carbide +ips., put are comparable with the 
resuits obtained with 53 and Ts Kj carbide tips. The results can be improved by 
lapping the tips, by using tool points with a greater radius (up tc 2 mm). by ap- 
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plying a 0.2 mm wide chamfer along the cutting edge, using a better shank, im- 
proving the tip quality, etc. There are 5 figures, 3 tables, 1 photograph and 6 
references: 2 Rumanian, 1 Soviet, 2 French and 1 German, 


ASSOCIATION:  Sectia de masini si mecanisme, Institutul de mecanicd "Traian Vuia" 


Section of Machines and Mechanisms, Institute of Applied Mechanics 
"Traian Vuia") 


/ 
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A125/A126 
AUTHORS: Popov, M. F., Mitricaé, I., and Deaiu, E. 
——— e ; 
TITLE: Wear resistance of sutting tools in funotion of their geometrical 
parameters 


PERIODICAL: Studii gi Ceroetari de Meoanioad Aplioataé, no. 4., 1960, 983 - 995 


TEXT: Soviet workers, ¢.g@., Bykov, Berkevioh, and Kolesov, have deve~ 
loped excellent cutting tocl geometries, matching the requirements of a high- 
-speed cutting process. Ths chemical composition cf the steel is very important 
for the determination of the mashining ability. Starting from the development 
in the use of a cutting tool, the authors examine and determine the optimum geo- 
metrio parameters in ossea of the machining of parts made of osonventional, heat- 
-treated carbon steels (STAS 500-59). The cbtainsd relations furnish the con-~ 
neotion between the gsometrioal parameter values and the mashanicsl oharacter- 
istios, or, rather, ths carbon contents of the steels submitted to the tests. 
Further, the authors examine the influense of the dsviations from the optimum 
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geometry on the durability of the tool. There are 6 figures, & tables and 6 
Soviet-bloa refersnaes. 


SUBMITTED: February 26, 19f0 7. 
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2 
AUTHORS: Popov, M.P., Engineer, Instructor; Deciu, E. D., Engineer, Can- 


didate of Technical Sciences, and Mitrica, vy Engineer 
TITLE: Cutting characteristics of some Runanian high-speed steels 
PERIODICAL: Metalurgia gi Constructia de Magini, no. 3, 1961, 212-217 


TEXT: The article deals with Rumanian standardized alloy steels used in 

tool making, and, in the light of recent specified requirements listed under 
STAS 3611-59, reviews problems and general conditions of domestic high-speed 
steels by analyzing and computing their cutting characteristics.. The Institu- 
tul de Mecanicd Aplicatd "Traian Vuia" ("Traian Yuia" Institute of Applied Me- 
chanics ) of the Rumanian Academy conducted experiments on cutting operations 
using a lathe equipped with Rumanian high-speed-steel cutting-tools which were 
studied by M. Popov, I. Mitricaé and E. Deciu (Ref. 1: Studii asupra parametri- x 
lor agchierii cu cutite de strung din otel rapid rominesc. Studii gi cercetari 
de Mecanic&® Aplicat&, X (1959), no. 2, pag. 539-564). The’materials vsed in 
the tools were RW-180 and RMo-50 high-speed steels both manufactured and sub- 
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jected to heat treatment at the Uzinele "23 August" (Plant) in Bucharest. The RW. 
180 steel is composed of 0.76% C; 4% Cr; 19% W; (1.15% Mo and 1% V. The RMo-50 
steel is a new product of the plant having molybéenum as the main alloying ele- 
ment and consisting of 0.84%; 4.1% Cr; 5.4% W; ‘i Mo and 1.64% V. The tool 
hardness was 63-65 Rc. The tools were sharpened by subjecting them to a roughing 
and a finishing operation. Rough grinding was curried out with artificial co- 
rundum with a ceramic bond having a J-K hardness and a 36-60 granulation. The 
finishing was carried out with silicon carbide w:.th a ceramic bond having a K 
hardness and a 60 granulation. The tools had no groove or chamfer. The ex- 
periments with tools from RW-180 and RMo-50 steels were conducted on OL-38 car- 
bon steel according to STAS 500-49 and on 35 MoCN 20 alloy steel. The samples 
made of OL-38 steel had J, = 39-46 kef/sq mm. The analysis of 35 MoCN 20 steel 
samples showed the following composition: 0436-00. 39% C; 0.66-0.67% Mn; 0.70- 
0.80% Cr; 0.18-0.22% Mo; 1.80-1.90% Ni and SJ. = 67-73 kgf/sq mm. The experi- 
ments were carried out on cutting operation paraneters as given by M. Popov, 

I. Mitricd, E. Deciu (Ref. 2: Aspecte ale cercet&rii gtiintifice 4n domeniul 
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apchierii metalelor fn R.P.R., Metalurgia gi Constructia de Magini XI, (1959), 
nr. 10, page 875-877). The optimum values of the side rake angles yY’; side 
clearance angles “%; . front clearance anglesd,; secondary adjusting anglesX, 
and back rake angles were determined on the basis of geometrical parameters 
and are given in Table 1. They are also valid for tools made from RW-180 and 
RMo-50 steels. The numerical values of the relation between cutting speed and 
tool life were established by the equation 


n 
vE" = C) (1) 


where v is the cutting speed in m/min and T, tool. life in min. The variation 
of the relation between cutting speeds and tool life when cutting 35MoCN 20 
steel with an RW-180 cutter is shown in Fig. 1 and when cutting OL-38 steel 
with an RMo-50 cutter in Fig. 2. The interpretation of these values shows 
that the exponent n is independent of speed, feed and cutting depth. The 
nied values given in Table 2 calculated as an average of values obtained under 
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different conditions are used for determining the speed-correction coefficients. 
The economical cutting speed is calculated from the formula 


Vp = Cc ok (2) 


where Vn is the cutting speed for the economical tool life T of the cutter in 


m/min; t, cutting depth in mm; s, feed in mn/revolution; C, constant in re- 
lation to the machined material; x and y, exponents in relation to the machined 
material and K, overall correction coefficient of the speed. The numerical 
values obtained are shown in Table 3 and are used in Eq. (2) for calculating 


the economical speed Y60 for s = 0.1 - 1 mm/revolution and t = 0.5 - 6 mn. 


The overall correction coefficient of cutting speed is expressed by: 
Roky oe rR ee ic te ta tee St Ky (3) 
fard A/16 
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where Ky is the correction coefficient in relation to the mechanical proper- 


ties of the machined material; Kos correction coefficient in relation to the 
cooling system used; Kes correction coefficient of the cutter in relation to 
the sharpening method; Kyo correction coefficient in relation to the homo- 


geneity of the material, the presence of slag, etc. resulting from cold 
drawing; Ens correction coefficient in relation to the economical tool life; 


Ko correction coefficient in relation to the material of the cutter; and 


Ky, Kas Kays Ky» Ky» KX » correction coefficients in relation to ay, 


Xe 3 and) angles. he K, value was considered to be 1 for each type of 


steel used in the experiments. For cutting operations performed without 
cooling, it was taken that K,-1, but K,> 1 with cooling. In case of sharpe- 
ning mentioned above, it was considered that K, = 1; while with high-quality 
Card 5/16 
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sharpening, k,> 1. By performing a groove and a chamfer on the main cutting 
edge, an increase of the economical speed was obtained, i.e. K,> 1. The va- 
lues of the Kn coefficient are given in Table 4 and the values of the speed 


correction coefficients in relation to geometric parameters in Tables 5 to 9. 
The power required for the cutting process was determined from: 


Nec,t™!. a sy" (4) 


where N is the cutting power in kw; Cos constant in relation to the machined 
material and other parameters included in K, and Xo Vys 2s exponents in re- 


lation to the machined material. Experimental numerical values from this 
equation are given in Table 10 showing that the values for tools made from 
the 2 types of high-speed steels, did not differ appreciably. Fig. 7 and 8 
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show that lathe cutting tools made from RMo-50 steel make for higher econo- 
mical speeds. A comparative analysis can alsto be made by using the KX, coeffi- 
cient defined as 


K = _“eolo-30 (5) 


2 
Vegh¥-180 


This shows that RW-180 tools are recommended for K <1 and RMo-50 tools for 
K >l. The results obtained by the I.M.A. laboratory were confirmed at the 


industrial level at the "23 August" Plant which tested many types of tools. 
The results proved that RMo-50 steel is cheaper than RW-180. Therefore, 
RMo-50 should be used for general purposes, such as lathe cutters, planing 
cutters, slotting cutters, milling cutters, etc. The RW-180 steel is re- 
commended for tools which produce small chips, such as twist drills, screw- 


Card 7/16 


APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2" 


"APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2 


21722 


R/009/61/000/003/001/002 
DO15/D105 


Cutting characteristics of some Rumanian high-speed steels | 


taps, reamers, formed milling-cutters, etc. The STAS 3611-59 standard also 
lists high-speed steels with cobalt as the main alloying element. These 

steels designated as RK-100 and RK-50 should be used for cutting-tools, especi- 
ally, for cutters used in heavy machining at high speeds and in machining 

very hard steel. Cutters with steel-cobalt-alloy tips are better than cutters 
with carbide tips for the range of cutting speeds mentioned. The manufacture 

of high-speed steel tools should be based on the quality of high-speed steel, 

on the heat treatment, and the mechanical characteristics of the pieces to be 3 
machined. There are 10 figures, 10 tables, and 4 references: 3 Soviet-bloc a 
and 1 non-Soviet—bloc. : 
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Fig. le _ Variation of the relation between tool life and speed in cutting 
35 MoCN 20 steel with cutters made from RW-180 high-speed steel. 
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Cutting characteristics of some Rumanian high-speed steels 


Fig. 2. Variation of the relation between Table 1. 


tool life and speed in cutting OL 38 steel 
with cutters made of RMo-50 high-speed steel. Legend: (1) Optimum values 


Veval oction 


1 Oats 13 17} ae! 


a4 MaCN 20 Wr 


Table l. 
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Cutting characteristics of some Rumanian high-speed steels 


Table 2. Table 3. 
Legend: (1) Machined material; (2) RW- Legend: (1) Machined material; 
180 cutter; (3) RMo-50 cutter. (2) Cutter material. 
mena | e | ® | ee 
— ; | Rw—1e0 42,8 | 052 | 0,44 
' enyit RW-180 . ‘OL~3K. bs 
RMo—50| 50,9 
OL 38 ee eee 
Toe ae Rw-1A0 
35BoCN 20 $5 Mo CN 
RMo—50 


. Mara 11/14 


APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2" 


"APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2 


21722 
2/009 /61/000/003 /001/002 
DO15/D105 


Cutting characteristics of some Rumanian high-npeed steels 


Table 4. Table 5. 
Legend: (1) Machined material; Legend: (1) Machined material; 
(2) Cutter material. (2) Cutter material. 


| . , ay Ky | 
! Matoilatal |: 
toy 7 [EpDmaa Tener ee eseee H 
ee uielstod Ty 1th ote 
{io : 
H e kw -18 1 ane 1 | oes 
| OL 38 [eee 

‘RMo—Su} . of 00a | ey 

~Trwerso} “oa ] 83 | * 9,00 
"35 MoGN 20 ‘arated Hr EP 
F Pe rer) 0,90 RMo—s0 | ~ {0,97/1 {0,93 — 
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Cutting characteristics of some Rumanian high-speed steels 
Table 6. Table 7. 
Legend: (1) Machined material; 


Legend: (1) Machined material; 
(2) Cutter material 


(2) Cutter material 


Matertalu) - Materialul. A ons = z 

sede entitulut j ” pfatertatad | Matertatat F 

, Prouernt jet | eon | process | ees [> ag] age | awe | ae | 2" 
. . W180 |: . 0,90 . cng (ee 

Ol. 38. on ea 


‘ RMo—50 0,96 


. = 4 : 
1 


RMo—50 | 0,99 


.85 MoCN 20] RMo—50 | 0,98 
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Cutting characteristics of some Rumanian high-speed steels 


Table 8. Table 9. 


Legend: (1) Machined material; 
(2) Cutter material 


Legend: (1) Machined material; 
(2) Cutter material 


t 

: i :RW-180 | i,40 | - 
H OL 48 ,. —— eae 5 = “a a) 
\ RMo—50 | 1,20 


. at? 


{'s5 Mogw2a}- 
im 


te. se we 


ene | nes | ee | cere 


$5 MoCN20 |. RMo—50 |‘ 1,09 
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Table 10. 

Legend: (1) Machined material Fig. 7. Comparative nomogram 
for OL 38 steel... 

Ee co aes ies 

OL--38 0,209 0,142 

35 MoCN 20 0,0282 | 1,0 0,68 

Card 15/16 Table 10. 


APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2" 


"APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2 


21722 
R/009/61/000/003/001/002 
D015/D105 


Cutting characteristic of some Rumanian high-speed steels 


Fig. 8. Comparative nomogram for 35 Mo CN 20 steel. 
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TITLE: The geometry of cutting tools for caroon steel 
processing 


PERIODICAL: Studii si cercetdri de mecanicd aplicatH, no. 6, 
1961, 1357 - 1378 


TEXT; ‘the problem of the geometry of the turning cutting tooi for 
processing ordinary heat treated carbon stee.s (STAS 500-49) and 
neat treated quality carbon .steeis (STAS 880-49) has been investi~ 
gated in a series of tests performed at the “Institutul de mecani~ y 
ca aplicata - Traian Vuia" (Institute of Applied Mechanics) - ‘ttrai- | 
an Vuia. tthe study is based on the evolution of wear with time up 

to the ceiling of wear Say = 1 mm on the secondary placing face; 


the results being presented by means of the correction coefficients 
of the durability - t - which are dimensionless. The study was con- 
centrated on the main angles of the active part of the turning cut-~- 
ting tooi, namely the front rake angle y, the main and secondary 
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placing angles a and dy» the main and secondery working angles *% 
and Hy» and the inclination angle of the main cutting edge Vek 


close relationship was found between the wear and the geometry of 
the 5 active faces, determining that the optimum contact surfaces 
-- which are defined as the initial surfaces corresponding to the 
optimum angles -- correspond to a distribution of the specific 
pressures resulting in the slowest destruction of the active faces. 
The front rake angle was found to depend on the intensity of the 
deformations originating in the cutting zone of the processed wear. 
thus a different front rake angle must be chosen for each type of 
steel processed if an optimum initial contact surface is desired: 
This is born out by empirical formulas (function of the uitimate 
tensile strength and function of the Brinell hardness). As the 
hardness depends on the carbon content it was possible to derive 
the dependence of the rake angle on the carbon content 


¥ = 71043 log soa i (7) 
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The latter formula is difficuit to employ in practice and, there- 
fore, the use of a table is suggested. Examination of the other 
cutting tool angles on nine steels of the above-nentioned two cate~ 
gories indicated the following optimum values - a = 11°, a, = 15°, 


x= 45°, Ky = 10°, A 0. These values do not depend on the nature 


of the processed material in the case of the steels processea in 
this study. In the case of the main working angle there 18 no actual 
optimum value, as the tool durability is increased with the max. 
possible decrease of x, thus choosing the minimum value of 2# for 
each respective profile processed, as well as for each rigidity of 
the processed item (higher rigidity enables smaller 7t). It was also 
established that at appropriate hardnesses the material of cutting 
tool does not affect the optimum angles. At 10-15 HRC units the de- 
formations of the tool do not differ appreciably, and the initial 
optimum contact surfaces do not modify and the wear will be the 
slowest, as was demonstrated on a series of metal carbides and m1~ 
neralo-ceramic materials. In addition to the size of the initial 
contact surface, its quality was found to have an appreciable effect 
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on the durability of the tool, and fine polishing enablea improved 
pressure distribution on the contact surfaces, resulting in slower , 
wear. there are 16 figures and 17 Soviet-bloc references. 
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1. Prumstav, Pardubice (for all except Kurka). 2. Reasearch 


Institute of Building Construction, Veseli nad Luznici (for 
Kurka). 
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; Theit Anniicrtinons, Celli:tlase and Lis * 
ABS. JOUR. : AZKALa., »0,. 23 1953, sO. B4359 


AUTHOR : Decker, V. 

iNS?. t= 

TITLE : Manas “reduction of Ashostos Paver in Slova- 
kde 


ORIG, PUB. : avira celnl., 1959, 14, No 3. 56-6 
’ ’ ’ ’ 7 


ABSTRACT : A histories] review, The bibliegrashy includes 
6 titles. --D. Yekesh, ° 
*Nerivatives. Parner. 
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tnprovernent in the quality of the rolled metal. Diagram 
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“yf 33149*..-{Polish.}. The: Calculation of Temperatute Dap m2. 
. y Various Polling: Passes: Obliceanie . spailkn spel llttiics Fv oe 
Posseregéloye preepniach. Edward Diovwski. Heinik, v, 2 
70, 5, May 18536, pi 216-3197 Mes I> ane 
Forraulas dar ‘calculating heat ‘losses in thd tails ws in- 
clude the following. factors; heat joss due to heal Tatiicn, 
convection currents, and the difference in temperature detween 
rolls. and bot metal and heat produced during dehrmation ci 
the sretal Ip. the rol LL A RA RRR SE 
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DECOWSET, &. 


& vibration-reducing chamfer cn the front-rake ecze. 2208. 
(MECHANIK. Poland. Vol. 29, no. 6, June 1956.) 


SC: Monthly List of East European Accessions (EEAL) LC, Vol. 5, no. 7, July 1957. Uncl. 
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DECOKSKI, E. 


A mill for the hot-rolling of gears. p. 76. 
(MECHANIK. Poland, Vol. 30, no. 2, Feb. 1957) 


SO: Monthly List of East European Aecessions (FEAL) LC, Vol. 6, no. 7, July 1957, Uncl. 
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TECOWSKI, ©. 


Kachine for rolling hails for ball bearings and bell crushers. p. 157. 
(MNechenik, Vol, 20, No, 4, Apr 1957, Marsaw, Potond) 


5 : ftp: t at a] oer Qso + 
SO: Monthly List of East Zuropean Accessions (EFAL) LC, Vor. 6, No. %, éug 1°57. Uncl. 
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DECOWSKI, Es 
essai 
TRCHNOLOGY 


PERIODICAL: MECHANIK, Vol. 31, no. 7m July 1958. 


DECOWSKI, EB. Equipment for the transportation, separation, crushing, baling, and annealing 
of scrap metal. Bo. 365 


y Accessions (EEAI) IC Vol. 8, No. 4 
Monthly List of East Buropean Acc bell es, Wala: 
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POL/43-£9-2-4/10 


18(5) 
AUTHOR: Decowski, Edward, Engineer 
aaa 
TITLE: Intensification of Rolling Process (Intensyfikacja pro- 


cesu walcowania 
PERIODICAL: Wiadomosci hutnicze, 1959, Nr 3, pp 86-30 (Poland) 


ABSTRACT: For a long period, the theory of Kirchberg, limiting 
the coefficient of the longation porcess of steel, con- 
siderably restrained the development of the steel rolling 
process. This theory was based on the fact that Kirch- 
berg limited the process in order to prevent defects ap- 
pearing on the surface of rolled metal, The Russian 
Scientist Grum - Grzymajlo refuted this theory by carry- 
ing out many tests of metal rolling under pressures, 
which surpassed by 50% the admissible norm. The admiss- 
ible norm depends on many factors: 1) chemical compound 
of rolled metal; ©) compression-strength of the roliing 
mill; 3) power of the driving motor; 4) conditions under 

ae which the rolling metal is grasped by the machine; 5) 
Card 1/2 gaging of rolls; 6) claims made on the quality of the pee 


e 
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; POL/42-52-2-4/19 
Intensification of Rolling Process 


products. In the article, tests ofwsteel rolling are 
described (for instance in Gliwica) the influence of 
various factors, the application of higher pressure 

and its favorable consequences. Also the influence of 
the additional friction force of the grasping conditions, 
its practical utilization, and the equipment for forcing 
metal between two rolls are dealt with. For the purpose 
of intensifying the rolling process, a conference was 
held at the IMZ in Gliwica, on September 16-18, 1958, 


when the future of rolling metal at high pressure was 
discussed in detail. There are 9 graphs, 3 tables, 

1 photograph and 8 references, 7 of which are Soviet 
and 1 Polish. 
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25(1) 
AUTHOR: 


TITLE: 
PERIODICAL: 


ABSTRACT: 


POL/43-59-11/12-13/33 


Decowski, Edward, Engineer 
3 ’ wu 


ane oe 


a orn era 


The Use of Repeaters in Rolling Angle Steel 


Wiadomo&ci hutnicze, 1959, Nr 11-12, pp 369-372 
(Poland) 


The article discusses the experience of Soviet rolling 
mill technicians in the use of repeaters und outlines 
the structural solutions involved in their use. Re- 
peaters were used for the first time in 1908 in linear 
rolling mills. They cut down manual labor, increase 
production speed and work safety, hence cut down costs. 
The use of repeaters with straight profiies is compa- 
ratively simple. The matter becomes more complicated . 
where rhomboid and oval shapes have to be achieved 
since the regulation and setting of the repeater is 
tricky, depending mainly on the accurate calculation 
of the angle of torsion. Recently this process has 
been simplified by introducing armatures equipped 

with roller bearings. In the Soviet Union it was not 
until 1956 that it was possible to use reveaters in 
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fhe Use of Repeaters in Rolling Angle Steel 


rolling angled shapes. The mechanism developed at the 
Deiertyhski metallurgical plant is shown in Fig 1, 
where the numbers 1 to 4, reading from left to right, 
refer to the following parts: torsicn throttle, stee- 
ring tube, steering groove, rim, funnel, torsion 
throttle, throttle armature, steering funnel, throttle. 
The author of this machine was Jacura, W.k. The repea- 
ter is welded. Fig 5 shows a cleseup of the receiving 
funnel and Fig 2 gives details cf the torsion throt<le. 
This is the most important part of the machine, for 
upon its setting depends the accuracy of the angle of 
torsion. This is calculated from the formula: 


a 1 


2 total 


L 
where a = the angle sought, Cita = the angle of 


torsion ~~ the way from the inlet to the torsion 


vara 2/3 throttle up to the receiving throttle, 1 = the length 
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POL/43~59-11/12~13/33 
The Use of Repeaters in Rolling Angle Steel 


of that part of the throttle exerting torsion, L = the 
length of the total path of torsion fron the beginning 
of torsion to the axis of the receiving rolling mill 
cage. Fig 3 shows the profile of an angle piece wor- 
ked through the repeater showa in Fig 1. Fig 4 shows 
a similar repeater used at the Uzbek plant since 

1956, There are 6 diagrams and 4 references, 2 of 
which are Polish and 2 Soviet. 


ee 
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COS sathitihiitie, 1020 


naan mechanization in rail rimiing, Wiad hut 16 N92 41K 3 
F %60. - 
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DECOWSKI, Edward, inZo 


Hardening of cast-steel and cast-iron rollerso 
16 no9ll2334-341 N 2600 
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DECOWSKI, Edward, inze 


aoe mene 


Rational rolling of zinc and its alooys. Rucy i metele 
6 n0o83349=351 Ag ‘61. 
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DECOWSKI, Edward, inz. 


Tube drawing on the free flying mandrel, Rudy i métale 6 no.6:269-274 
Je ‘61. 
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DECOWSKI, E, 
eee ee 


Rolling of tape from metal powder, Rudy i metale 6 no,6:286=287 Je '61, 
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_DECOWSKI, Edvard, inz. 


The advancing phase of aluminum and majmesium alloys rolling 
process. Rudy i metale 6 no.J1:478-484 '61. 


(Aluminum alloys) (Magnesium alloys) 
(Rolling(Metalwork) 
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oa . Decowski, Edward, Engineer pe : 
TITLE:: Products rolled from powder metals 

PERIODICAL: | Wiadomogci hutnicze, no. 3, 1962, 75-82 

TEXT: The article is a summary of information derived chiefly from Soviet 


bloc references on a powder metallurgy technique of manufacturing rolled products. 
formulae are explained ani prospects in the manufacture 
G.Y. Aksenov first developed the theoretical 
His formula for the thickness of a strip 


The principles and basic 
of permeable materials pointed out. 
prerequisites of powder metal rolling. 
is: 

AX +zel 


of -- no slip angle; 
loose powder density}; 
strip density is based on Y.M. 
metal before and after the rolling pass: 


card Gf) 


R -- radius of cylinders. 
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X -= elongation coefficient; 


Pavlov's reasoning about the constant volume of 
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z -- ratio of strip density to 
The fortmla for calculation of 
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P/043/62/000/003/001/001 


Products rolled from ... p004/D101 


y,-2aed (1 - cose) 


Tp “~~ specific gravity of loose powder; D -- diameter of cylinders; x — no=-slip 
angle, The new process ensures a final yield of 85 = 90% as compared with 30 = { 
60% in conventional ingot rolling. The personalities mentioned are: G.Y. Aksenov, 
A.N. Nikolayev, Y.M. Pavlov, and V.G. Khromov. There are 9 figures, 6 tables and | 
10 references: 8 Soviet-bloc, 1 non-Soviet-bloc and 1 unidentified. 


Card 2/2 


APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2" 


"APPROVED FOR RELEASE: 06/12/2000 CIA-RDP86-00513R000309910016-2 


PECOWSKT, Edvard. 


Instilletions md rubber 


padded dies used in deep drawin 
Pt.1. Proglemy proj hut maszyn 10 noe&ti1-55 F eo pL PROSa eS eB is 


1. Bipromet, Katowiee. 
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_DECOWSKI, Edward, inz. 
Fo ee oe a 


Pressure and efficiency during tke rolling of iron sections. wiad 
hut 18 no.1:17-24 '€2. 
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P/043/62/606/007/002/6Gi 


1,100 DCO. /D101 
AUTHOR: __Decowski, Edward,. Engineer 
TITLE: Technological process and rolling mills employed in rolling 


powder metals 
PERIODICAL: Wiadomosci hutnicze, no. 7-8, 1962, 215-220 . 


TEXT: The article is an outline of prinsiples employed ir rol 
c 


An electromagnet has been devised (Ref. 2: Aksenov, G.Y.; Gershteyn, L.Y.; 


Semyanov, Yu.N., and Yuferov, A.M.: Patent no. 105704) to magnetize the 

rollers of a rolling mill and thus increase the no-slip angle. A method has / 
peen developed by Y.V. Fedorchenko and G.4. Vinogradov for the manufacture ih 
of cylindrical laminar cermet parts. To meet requirements for magnetic \ 


properties, L.Y. Gershteyn and Yu.N. Senyanov succeeded in producing strip 
with a magnetic permeability of 10,000 gauss/oe:rsted and a magnetic field 
strength of 0.57 oersted. An example is given of sintered titanium strip 


Card 1/2 
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2/943 /62/600/667/901 /001 
Technological process and rolling mills ... DOCL/D191 


for filters, whose porosity depends on sintering temperature and in turn 

affects its strength. V.Y. Blagin et al. (Ref. ll: Mekhanicheskiye svoystva 

i iznosostoykost'! izdeliy iz zheleznogo poroshxa zavoda Ministerstva 

chornoy metallurgii, 1955 /ifechanical properties and wear resistence of iron 
powder products made by a plant of the Ninistry of Iz:on Metallurgy, 1955/) he 
tested the properties of iron strip which proved to be suitable for anti- - 
friction bearings. There are 6 tables and 15 figures. | 
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DBCOWSKI, Edward, ins, 


Sorbitizing, slowed-down cooling, and normal ; 
Miad hut 15 no,1118-23 Ja ia nalizing of rails, 
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Drawing of tubes fron copper and co 
pper alloys with the use of 
the floating mandrel, Rudy i metale 7 no.8:370-378 Ag '62, ° 
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__DECOWSKT, Edward, inz, 


Forged products made of metal chips, Wiad hut; 18 6: 
ee Pp n no.6:18 
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DECOWSKI, Edward, ing. 


The technolegical process and rolling mills applied in powder 
rolling. Wiad hut 16 no,7/8:215-220 Jl-ag 'é2, 
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_ DECOWSKI, Edward, inz. 


Application of repeaters in the roll 
! f ; 
Wiad hut 15 no,11/12:369-372 N-D 1594 eet es 
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DEGOWSKI, E., inz. 


Friction in plastic working of metals, Rudy i metal ’ 
10092420423 S 61, See 
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DECOWSKI, Edward, inz. 


Structure distortion of aluminum manganese alloys during the 
rolling process. Rudy i metale 6 nool0#436-441 0 261, 
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DECOWSKI, Edward, inz. 


Electroimpulsive annealing of copper wires. Rudy 1 metale 7 
no.9:431 3 62. 
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DECOWSKI, Edward, ins. 


Cu eT 


Calculation of hot stretching rolling power. Rudy i mtale 7 
10 09 3432 Ss 162, 
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DECOWSKI , Edward, inz. 
FRRPTOREPPEN PRS Ot ie rege yng o 


Impact extrusion of aluminum and copper semiproducts, Rudy i 
metale 7 no.11:527-529 N 'é2. 
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DFCOWSKI, Edward 
pa ot 


oe 
Rubber in the sheet metal industry. Problem proj hut saszyn 
10 no.73211-215 Jl '62. 


1. Bipromat, Katowice. 
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